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COMPLETE SPECIFICATION 

Improvements in or relating to a Method for Fommis 
Screw Threads on a Metallic Tube 



We, Etablissements Trougoxjnat, a 
French Body Corporate, of 47, Allee des 
Channilles, Liviy-Gargan (Seine-et-Oise) 
France, do hereby declare the invention for 
which we pray that a patent may be granted 
to us and the method by which it is to be 
performed, to be particularly described in and 
by the following statonent: — 

This invention relates to a method of form- 
ing screw threads on a metal tube by deforma- 
tion of the tube materlaL 

According to this invention there is pro- 
vided a method forming screw threads on a 
metallic tube by forcing a mandrel into the 
tube when the latter is held in an internally 
threaded die, wherein the thirds of the die 
are rounded, and wherein the mandrel in- 
cludes, in order of entry into the tube^ a first 
part, a second bead-like par^ and a third 
cylindrical body part, the first part having a 
diameter which increase from its extremity to 
its meetmg with the second part, the second 
part having a diameter substantially equal to 
the mean diameter of the tube before thread- 
ing, and the third part having a diameter 
less than the second part 

With this device threads of considerable 
diameter and thickness can be formed on 
tubular^ blanks without resortmg to any 
machining step or removal of material, whidh 
constitutes a substantial advantage over 
hitherto known methods. 

An embodiment will now be described by 
way of example with reference to the accom- 
panying drawings in whidi: — 

Figure 1 is an axial section showing the 
tubular blank inserted in the die; 
^ Figure 2 is a part-sectional, part-eleva- 
tional view erf the mandi^; and 

Figure 3 is a front view showing the tube 
inserted in the die. 

These figiros illustrate in diagrammatic 
fitmn the device according to this invention, 

[Price As. 6rf.] 



wherein the tubular blank or tube 1 is held 
in a die formed with a bore having cut therein 
the threads to be formed on the tube. This 
die consists of two longitudinal elements 2, 3 
assembled alcmg a aanmon hori2(Hital and 
diametral plane. 

These elanaits are damped between the 
upper and lower plates of a press shown 
diagrammatically at 4 and 5. 

Behind the press a ram or like hydraulic- 
actuated plunger 6 is disposed, the piston-rod 
of this cylinder carrying a ring-shaped member 
7 in whidi a mandrd 8 to be force-fitted 
througji the tube bore is clamp«i. This 
mandrd comprises a tapered front end 9 
merging through a bead 10 into the cylindrical 
body 11. The diameter of bead 10 is inter- 
mediate the inner and outer diameters of the 
tube before die threading operation and equal 
to the^ inner diameter of the tube after the 
operation. The cylindrical portion has a slightly 
smaller dkmeter. 

During the insertion of the mandrel through 
the tube the tube metal is expanded and fills 
the hollow threads of the die dements, so 
that upon completion of the threading c^er- 
aticMi the tube thickness is reduced and the 
desired threads are formed in xdief on the 
outer tube surface. 

H^g machine may be controlled through 
doctnmic or other means so that the press 
damping action is produced and then rdeased 
automatically when the desired press pr^sure 
is obtained. The plunger is energized and 
finally its piston is rdeased or retracted. 

By way of example, in the case of a st^ 
tube having inner and outer diameters of 52 
and^ 57 millimeters respectivdy, a mandid 
having a brad 10 of 55 millimeters in dia- 
meter is used, the diameter of the leading face 
of its tapered portion being 49 mm, Th^ die 
threads are 1.5 — ^mm deep. Uprai completion 
of the thread-forming operatitm, the inner 
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diameter of the tube is 55 milliraeters, and the 
diameter at the bottom of the tube threads is 
57.1 mm, for an outer diameter of 60.5 mm 
measured on top of the threads. 

WHAT WE CLAIM IS: — 

1. A method of forming screw threads on 
a metalKc tube by forcing a mandrel into the 
tube when the latter is held in an internally 
threaded die wherein the threads of the die are 
rounded, and wherehj the mandrel includes, 
in order of entry into the tube, a first part, 
a second bead-like part^ and a third cylin- 
drical body part, the first part having a 
diameter whidi increases from its extremity 
to its meeting with the second part, the second 
part having a diameter substantially equal to 



the mean diameter of the tube before threading 
aijd the third part having a diameter less than 
the second pare 

2. A method according to claim 1 wherein 
the first part is frusto-conical. 

3. A method according to claim 1 or claim 
2 wherein the die is in two parts. 

4. A method of fomiing screw threads on 
a metallic tube^ substantially as herein 
described, with reference to the accompanying 
drawings. 

WITHERS & SPOONER, 
Chartered Patent Agents, 
148—150, Holbom, 
London, E.C.I., 
Agents for the Applicants. 



20 



T^ammeton Spa: Printed for Her Majesty's Stationery Office by the Coiiri» Press.— 196fi. ^ u u*.. ^ 

pS^S at T^e Patent Office, 25, Southampton Buildings. London. W.C.2, from which copies may be obtamed. 



BEST AVAILABLE COPY 



1,030,512 COMPLETE SPECIFICATION 
I MEET j-/,;^ drawing is a reproduction of 
the Original on a reduced scale. 




BEST AVAIUBLE COPY 



